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Optimization of Die Forging Process of TA15 Supported Girder

PU Si-hong, LU Yan, SI Qing-yang, ZHANG Lian-biao, SHI Guo-zhong
( Guizhou Anda Aviation Forging Limited Company, Anshun 561005, China)

ABSTRACT : The objective of this work was to study the feasibility of reducing the inter-part material and adding the ma-
terial -gathering groove in the mould of TA15 supported girder. According to the structural characteristics of supported girder
and the die forging process at present,the inter-part dimension after reducing materials and the position and dimension of
the material-gathering groove in the mould were defined, then the feasibility of the optimization scheme was validated by
simulating the die forging process after optimization with finite element software. The results showed that the forming load
after optimization was smaller than that before optimization, and the flow trend of the superabundance materials in the U-
type forged part after optimization had significant changes compared to before optimization. In conclusion, after reducing
materials and adding the gathering material groove,not only the mould can be easily fully filled with materials and the form-
ing times of forging was reduced,but also the delivery cycle of forged parts was shortened due to the reduce of the difficulty
in the processing of intermediate slab and the cycle of inter-part machining.
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Fig. 1 Supported girder model
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Fig. 2 Drawing of original inter-part
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Fig. 3 Drawing of the gathering material groove
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Fig. 4 Load-stroke curve of the top die
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Fig. 5 Flow trend of materials in forging process
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Fig. 6 Optimized inter-part of forging obtained by simulation
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